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(54) Method of making engine blocks with coated cylinder bores 



(57) A method of making an engine block with coat- 
ed cylinder bore walls by: (a) casting the engine block 
(10) ot metal (primarily a low cost aluminum alloy such 
as 31 9 grade), (b) removing contaminants from the cast 
cylinder bore walls (11) to provide at least one annular 
cleansed fresh metal surface, (c) depositing a plasma 
sprayed coating (12) onto the surface with a powder 
mixture containing solid lubricant particles that provide 
a dry coefficient of friction of 0.3 or less, (d) shaping such 
coating to be concentric about the true axis (14) of said 



cylinder bore walls (11), and (e) honing the coating to 
final finish smoothness. Exposing fresh metal (removal 
of any metal oxide) can be carried out by grit (shot) blast- 
ing, electric discharge erosion, mechanical machjning 
of serrations, or by plasma etching. Concentric shaping 
may be carried out either by rough machining the cylin- 
der bore walls (11) followed by deposition of the thinnest 
coating that requires only finish honing, or by deposition 
of a thicker coating followed by rough honing of the coat- 
ing to concentricity. 




Printed by Jouve, 75001 PARIS (FR) 



EP0 716 158 A1 



1 

Description 

This invention relates to a method of making metal 
engine blocks with low-friction and thermally conductive 
coatings on the cylinder bore walls. s 

Current aluminium automotive engine blocks are 
fabricated by first casting the blocks in a casting plant 
environment that typically is surrounded by air borne 
particles from core sand reclamation and grit cleaning. 
Secondly, the block ts machined and coated in an inde- to 
pendent engine assembly plant. In the engine assembly 
plant, the blocks, prior to coating, undergo a multitude 
of preparation steps, such as wash ing,_de greasing, air 
blasting.,jpjjghjTnachinjng, microfinishing, rough honing 
(80/1 00 grit + 200 grit honing), and finish honing, which 
together are expensive and makellTe"fabricating proc- 
ess considerably slow. The low productivity requires sig- 
nificantly larger capital investments for the plants to 
achieve required production capacity. In the engine 
plant, coating of the cylinder bores is usually carried out 20 
using materials such as iron or nic kel. The iron may be 
mixed with molybdenum to pro mote ab rasion resistant 
film with very limited lubricity; the nickel may be com- 
bined with aluminium and silicon carbide to permit elec- 
troplating (or in some cases electroless plating) of a 2S 
composite coating that offers abrasion resistance with 
some limited lubricity These processes are expensive, 
slow and do not offer a significantly lower coefficient of 
friction to allow for an improvement in engine efficiency 
and fuel economy. 30 

It is an object of this invention to provide a method 
of more economically making an engine block with im- 
proved ^irect^coated^y^^ walls in a casting 
pfant facility;the coating having a lower coefficient of dry 
f riction which also possesses a high Ihermal conductiv- 3S 
ity. to promote improved heat management of the en- 
gine. 

The invention is a method of making an engine 
block with coated cylinder bore walls that meets the 
above object. The method comprises (a) casting an en- 40 
grne block of metal (primarily a low" cost aluminium alloy 
such as 319 grade), (b) removing contaminants (the 
contaminants including casting sand mould material ad- 
hering to the casting) from the cast cylinder bore walls 
to provide at least one annular cleansed fresh metal sur- ^5 
face, (c) depos iting a plasma spray ed coat ing onto the 
surface with a powder mixture containing solid lubricant 
particles, (d) shaping such coating to be concentnc 
about the true axis of the cylinder bore walls, and (e) 
honing the coating to final finish smoothness. Preferably so 
the jjiasma s pj^y^d coating provides a coefficient of dry 
friction of 0.3 or less. Ex posing fresh metal (removal of 
any metal oxide) can be~ carried out b y"grit (shot) blast- 
ing, electric discharge erosion, mechanical machining 
of serrations, or by plasma etching. ConcentfiFshaping ss 
may be carried out either by rough machining the cylin- 
der bore walls followed by deposition of the thinnest 
coating (which requires only finish honing), or by depo- 



sition of a thicker coating followed by rough honing of 
the coating to concentricity. It should be emphasised 
that use of thin coating followed by a finish honing op- 
eration is feasible when the cylinder bore is machined 
to true concentricity as well as properly aligned to the 
crankshaft axis. Apparatus heads may be used to robot- 
ically integrate the steps of exposing fresh metal and 
plasma coating, thereby reducing cycle time to as low 
as 1 5 seconds. 

An advantage of this invention is to increase the ef- 
fectiveness of cylinder bore wall preparation prior to 
coating for promoting better adhesion and to reduce the 
quantity of coating material needed to provide a sound 
anti-friction coating that has the capability to function 
satisfactorily in multi-fuel engine operations and is con- 
centric about the true axis of the bores. 

The invention will now be described further, by way 
of example, with reference to the accompanying draw- 
ings, in which: 

Figure 1 is an illustration of the sequential steps of 
carrying out the method of this invention; 
Figure 2 is an enlarged sectional view of a cylinder 
bore wall which has been operated upon by machin- 
ing to provide serrations that expose fresh metal in 
the method of Figure 1 ; 

Figure 3 is an enlarged portion of Figure 2 showing 
the character of the serrated machined surface; 
Figure 4 is a central elevational sketch of one bank 
of cylinder bore walls of a typical aluminium V-8 en- 
gine showing apparatus in place to grit blast the cyl- 
inder bore walls for exposing fresh metal; 
Figure 4A is an enlarged view of a portion of the' grit 
blast nozzle; 

Figure 5 is a greatly enlarged view of a portion of 
the cylinder bore wall of Figure 4; 
Figure 6 is a central elevational sketch of one bank 
of cylinder bore walls of a typical aluminium V-8 en- 
gine, showing apparatus in place for carrying out 
plasma etching of the cylinder bore walls for expos- 
ing fresh metal as part of the method of Figure 1; 
Figure 7 is a greatly enlarged view of a portion of 
the cylinder bore wall of Figure 6 illustrating the ef- 
fect of plasma etching; 

Figure 8 is a sketch of a typical aluminium engine 
block immersed in an electrolyte bath utilised for 
carrying out electric discharge erosion of the cylin- 
der bore walls, the remaining surfaces of the block 
being masked to prevent their erosion; 
Figure 9 is a greatly enlarged view of a portion of 
the cylinder bore wall that results from electric dis- 
charge machining; 

Figure 10 is a cross sectional sketch of an engine 
block illustrating the carrying out of plasma spraying 
of the bore surfaces; 

Figure 11 is a central sectional elevational view of 
the construction of Figure 10 taken along line 11-11 
of such figure; 
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Figure 12 is a greatly enlarged view of the nozzle 
oi a plasma spray gun showing how the coating is 
applied and deposited: 

Figure 13 is a greatly enlarged view ol a portion of 
the plasma stream as it is depicted in Figure 1 2: and 
Figure 14 is a sketch of a portion of the coating as 
it is applied by the plasma deposition. 

The new steps of this invention to produce an en- 
gine block 10, having unique anti-friction plasma coated 
cylinder bore walls eliminates many prior operations, 
such as expensive microsizing machining; this is 
brought about by more accurately centring the coated 
surface about the true axis of the cylinder bore wails in 
conjunction with coating thickness control which thereby 
reduces the cost and improves the quality of coating. 
The essential steps (as shown in Figure 1 ) comprise: 
casting the engine block shape 10. preparing each cyl- 
inder bore wall 1 1 to be free of contaminants by cleaning 
and surface preparation, plasma depositing an anti-tric- 
tion coating 12, centring the exposed surface 13 of the 
coating to the true axis 14 of the cylinder bore wall 11 
by one of (i) tracking a centred substrate surface 1 5 dur- 
ing deposition, or (ii) laying a track for a centred shaping 
tool 15, such as a honer, and honing the centred coating 
to the final shape if not already honed. 

Casting the engine block 1 0 can be by sand mould- 
ing (such as in a mould 17), shell moulding (permanent 
or semi-permanent) die casting, or other commercially 
acceptable casting technique. Sand moulding is advan- 
tageous because it provides good product definition with 
optimum economy for large scale production. The cast- 
ing process should be controlled in the following manner 
to ensure proper preparation of the eventual coating for 
the cylinder bore: the bores should be as perfectly cen- 
tred as possible maintaining the same bore wall thick- 
ness. The bore surface can be cast as serrated by use 
of proper coring or machined to provide precise spiral 
serrations; the ridges of the serrations support loading 
for the coating system and, if machined, provide fresh 
metal on which the coating system is bonded. 

Surface Preparation 

Contamination-free preparation involves first clean- 
ing the engine block . This may involve deg reasing it the 
moulding technique tends to leave a residue or grit blast- 
ing if no residue. The degreased or blasted block is then 
washed to remove loose sand or grit particles in the case 
of sand or sand moulding techniques. Degreasing may 
be carried out with OSHA approved solvents, such as 
ethylene dichloride. followed by rinsing with isopropyl al- 
cohol. The degreasing may be carried out in a vapour 
form such as in a chamber having the solvent heated to 
a temperature of approximately 50" F above the boiling 
point of the degreasing fluid. Washing may be carried 
out by use of high pressure water jets or by dipping into 
a bath 1 8 as shown in Figure 1 . After washing, the blocks 



10 are subjected to oil-free air jets 19 that release all 
moisture from the blocks. Alternately a high pressure 
clearing process commercially known as "hydroblast" 
can be used which will obviate the need for grit blast- 

5 ing/washing/rinsing, etc. It is important that the bore sur- 
faces to be coated be completely free of grease; alumin- 
ium castings tend to have occasional porosity which can 
harbour oils. Any occluded oils or cleaning fluids must 
be completely removed. Even with vapour degreasing, 

10 it is necessary to clean with oil-free compressed air fol- 
lowed by warming the block (around 180°F). However, 
in the event of high quality casting operations, such as 
from low pressure die casting, porosity is not much of a 
problem. 

IS Next, fresh metal of the cylinder bore walls must be 
expos ^ immediately pn orjo^ plasma j egosjtion^ the 
coat ing. T his can be carried out by one of (i) machini ng 
a fresh surfaceby flatjnnillin g or se rration milling, (ii) grit 
blasting, and (iii) plasma etching. Serrationjrnjjjng em- 

20 pioys_a_t ool 20 that mij js annular serrations 21 as shown 
in Figures 2 and 3 along the 'wait 11 to be coated; the 
serrations provide ridges 22 and valleys 23. The valleys 
later will receive the coating 24 preferably even with the 
ridges. The longitudinally separated ridges serve as a 

25 load supporting mechanism for carrying components, 
such as a piston, riding along the ridges of the serrated 
surface. A coated serra ted surface has the fo llowing 
charactensticsToil retention capability with very small 
pore size and good load bearing capability, reduced oil 

30 consumption, and excellent coating adhesion (bond 
strength in excess of 7000 psi on the basts of ASTM C- 
633 procedure). 

Alternatively the fresh metal may be exposed by grit 
(shot) blasting as shown in Figures 4 and 5. Exposure 

55 of fresh metal is necessary to provide an excellent met- 
allurgical bond between the aluminium or metal surface 
of the engine block wall and the metallised coating. With 
grit blasting, it may be desirable to first mask the adja- 
cent surfaces of the engine block to protect the surfaces 

40 that are not to be grit blasted. Masking 25 can be of the 
type shown in Figure 10; a high temperature elastomer 
is moulded to the block as shown. Such elastomer is 
flexible enough to cling to the block surface 26 and will 
prevent overspray from the grit blasting so that the block 

45 will suffer no damage from impinging grit 27 and from 
excessive coating material during plasma spraying if the 
mask remains; the overspray will loosely adhere to the 
elastomer mask material 26 for removal by conventional 
cleaning procedures so that the mask can be reused. 

so Alternatively, the masking 26 may be a modified printer's 
ink which is sufficient to hold against grit blasting and 
during coating overspray; thence it is easily removed by 
high pressure water spray cleaning following the plasma 
spray coating step. 

55 The grit 27 or shot is controlled to have a particle 
size in the range of 45-200 microns, and preferably is 
aluminium oxide particles having an angular shape. The 
grit 27 is directed under a pressure of about 5 to 50 psi, 



EP 0 716 158 A1 



to impinge on a conical nozzle 28 which in turn spreads 
the grit in a 360** flow pattern to abrade the full annular 
cylinder wall 11. Usually only one pass, up and down 
the length of the cylinder bore surface that is to be blast- 
ed, is necessary for the tool 29 carrying the nozzle 28. 
The grit is retrieved and recycled from the cylinder bores 
by a suction device 30 which is an integral part of the 
grit-blasting apparatus 31 . Any remaining grit on the cyl- 
inder bore walls is easily removed by high pressure oil- 
free air blasting (which may be followed by rinsing and 
air jetting). The grit blasted fresh surface 32 will appear 
generally as shown in Figure 5 having micro sized in- 
dentations 33. 

Still another alternative (as shown in Figures 6 and 
7) for exposing fresh metal can comprise the use of plas- 
ma etching wherein a halogenated fluid material 34 is 
flowed through an electric arc 35, releasing ionised hal- 
ogen atoms 36 (plasma stream). This plasma stream of 
halogen atoms is impacted against the engine block cyl- 
inder wall surface 37 to preferentially attack the alumin- 
ium surface and expose a fresh aluminium surface. 
Etching is defined to mean use of a fluid that metallur- 
gically reacts with aluminium and other metals (Si, Cu, 
Mg, Zn) in the casting alloy to create a surface rough- 
ness or porosity. The plasma head 38 that delivers the 
etchant to the surface can be preferentially adapted to 
spray the material across the axis 39 of the cylinder bore 
wall to the oppositely disposed wall surface. A support 
plate 40 carrying the head 38 can conveniently revolve 
the spray gun around an arcuate path 41 during the up 
and down motion of the gun 42 itself. The temperature 
and pressure conditions for carrying out plasma etching 
are adjusted through control of arc current and the gas 
flow. The energy input is approximately 5 to 1 5 KW. The 
plasma carrier gas is usually high purity argon with 1 to 
5% of a halogenated fluid. This fluid can be f reon, trtchlo- 
ro methane ethylene, or trichloride of the fluorinated hy- 
drocarbon family. The resulting plasma etched surface 
43 will appear as shown in Figure 7 and is characterised 
by a very bright highly uneven surface (fissures 44) 
which is very reactive. Because of this high reactivity, 
very strong bond between the surface 43 and the coat- 
ing will be produced. 

Yet still another alternative for exposing fresh metal 
can be that of using electrical discharge erosion (see 
Figures 8 and 9) to create a nonsmooth, nonpassivated 
surface 45 for mechanical bonding of the thermal spray 
coating. Electrical discharge erosion essentially com- 
prises melting and rapidly solidifying globules of the un- 
exposed bore surface 46 to be coated by electrical dis- 
charge. The melting and rapid solidifying takes place by 
(a) bringing an electrode (anode) 47 in close-gap-spark- 
ing proximity to the surface 46. (b) filling the gap with an 
electrolyte 48 containing a halogenated hydrocarbon 
fluid present in an amount of about 2-5% of the electro- 
lyte, and (c) imposing a pulse DC voltage 49 on the elec- 
trode to provide cyclical sparking between the electrode 
and the surface through the electrolyte resulting in a 



breakdown of the hydrocartDon electrolyte to release 
nascent halogen atoms which attack the surface to pre- 
vent passivation during melting and solidification of the 
globules. The electrolyte 48 is preferably cooled to a 

5 temperature below 65°F during the sparking, and the 
halogenated hydrocarbon is present in sufficient 
amount to attack silicon and aluminium, if such surface 
is an aluminium alloy containing silicon. The engine 
block can again be masked by the techniques described 

10 above to prevent erosion of surfaces other than that de- 
sired of the cylinder bore walls. The resulting surface 
created by electrical discharge erosion is that as shown 
in Figure 9 and is characterised by clear, bright highly 
irregular and reactive surface 45. 

75 The parameters for carrying out electrical discharge 
erosion are those as disclosed in co-pending European 
Patent Application No. 95306121.9, filed 4 September, 
1995. 

20 Plasma Spraying 

A plasma is created (as shown in Figures 1 2 and 
1 3) by an electric arc struck between a tungsten cathode 
50 and an nozzle shaped copper anode 51. which ion- 

2S ises argon and hydrogen gas molecules 52 passed into 
the chamber 53 of the spray gun 54. Due to the design 
geometry of the cathode/anode, the ionised gas 52, be- 
ing at very high temperature (passing through the elec- 
tric arc 55) and being highly conductive, is accelerated 

30 to very high speed velocity (as much as 300 to 700 me- 
ters per second). By injecting powders 56 axially into the 
plasma flame 57, powder particles 58 can reach speeds 
of about 600 meters per second before impacting onto 
a target 59. The deposition rate can range between 2-iO 

35 kilograms per hour. The inert gas such as argon with 
hydrogen is propelled into the gun at a pressure of about 
2 to 25 psi, and at ambient temperature. The feed supply 
consists of a metallised powder which at least has a 
shell 60 of metal that softens during the very quick fran- 
co sient temperature heating in the plasma flame, the sof- 
tened panicles then being splattered on the target sur- 
face as a result of the high velocity of spraying. 

The powder particles 58 can be, for purposes of this 
invention, any one of (i) steel or iron oxide and iron alloy 

45 with Ni. Mn, Cr and C particles, which have a low coef- 
ficient of dry friction, (ii) a nonoxided steel or other metal 
which is mixed with solid lubricant selected from the 
group consisting of graphite, MoSg. BN, LiFg, or eutec- 
tics of LiF/NaFg or CaFg/NaFg; and (iii) metal encapsu- 

50 lated or composite solid lubricants or a metal-solid film 
lubricant composite of the type described in (ii). It is im- 
portant that the chemistry of these powders all present 
a dry coefficient of friction which is less than .4 and 
present a high degree of flowability for purposes of being 

55 injected into the plasma spray gun. 

Introducing the plasma spray to the cylinder bore is 
shown in some detail in Figures 10 and 11, wherein a 
gun 54 carrying a nozzle 57 at its bottom portion is ro- 
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taled about an axis 62 eccentric with respect to the cen- 
tral axis 63 of the cylinder bore so that the spray pattern 
64 ot heated powder traverses a path across the axis 
63 ot the cylinder bore before reaching the opposite tar- 
get surface 65. The gun 54 is not only arcuately carried 
around a path surrounding the axis ot the cylinder bore, 
but the gun is also raised and lowered usually in one 
pass, to present a first coating layer 66 {see Figure 14) 
in the thickness 70 of 100 tO'-250 microns. The rate of 
deposition should be about 5 to 10 kilogranns per hour 
to provide approximately 92% deposition efficiency. 
Overspray 68, (particles that do not adhere to the in- 
tended surface) are collected in a trough 67 and recy- 
cled tor reuse through the gun 54 lor subsequent plasma 
spraying, inaccurate spraying can be substantially elim- 
inated by use of a robot 69 which accurately carries the 
rotating gun 54 in a precise manner to spray the intend- 
ed target: the robot can regulate the particle size of the 
powder so that the pattern 64 can be concentrated in a 
focused spray. Use of suction 71 below the bottom of 
the block 72 to draw the loose overspray particles 68 for 
recycling. Masking 25 of the type previously described 
tor plasma etching and grit blasting can be used: a 
moulded elastomer is applied over the edges 73 of the 
block adjacent the cylinder bore walls to prevent adher- 
ence of any material outside the intended cylinder bore 
surfaces. In addition to the gun 54 tor carrying powder 
and generating a plasma, an adjacent channel 74 in 
such gun may be provided to carry air cooling jets 75 so 
that air may exit from the gun nozzle in a direction op- 
posite to that of the plasma spray pattern; thus the air 
hardenable material, contained in the powder particles, 
may be immediately subjected to air cooling and hard- 
ening of the coated surface. 

The deposited material should be controlled to the 
thickness 76 of 175 to 300 microns when the bores are 
perfectly centred (within ±1 5 microns on centre) or 500 
to 750 microns thick in the case when bore centres are 
off by = 0.5mm condition, and may be deposited in one 
or more layers to achieve such thickness. If the cylinder 
bore wall surfaces have been prepared to be coincident 
with the true axis of the cylinder bore walls, a thinner 
coating of solid lubricants can be applied in the range of 
225-300 microns, the coating tracking the identical di- 
mension of the cylinder bore surface so that the inner 
coated or exposed surface of the coating will also have 
an exact concentricity with the axis 63 of the cylinder 
bore. If the cylinder bore surfaces have not been previ- 
ously prepared to be concentric, the coating surface can 
be increased to a thickness range of 300-700 microns 
wherein subsequent rough honing operations can cre- 
ate the concentricity of the inner surface, the honing tool 
providing the tracking surface for creating the exact 
alignment of the finished surface. 

To ensure an even greater metallurgical bond be- 
tween the coating and the substrate, a bond coating 77 
may be interposed such as nickel aluminide (containing 
6-10% aluminum and the remainder nickel or stainless 



steel such as 434, 420 or 80/20 nickel chrome alloy). 
This also may be applied as a plasma spray coating prior 
to the deposition of the solid lubricant containing coat- 
ing. 

5 The ultimate coating is characterised by the follow- 

ing: it has an adhesion of at least 7000-9500 psi (can 
be 3000-5000 psi for freshly machined surface without 
any other surface preparation) as determined by ASTM- 
C-633 test, the presence of a series of micro pores 

10 which allow the adsorption of oil therein to constantly 
replenish an oil film on the cylinder bore wall during nor- 
mal operation, the pore size being in a range of 5 to 40 
microns with at least 70% being less than 10 microns. 
Total porosity not to exceed 10% to present not only a 

IS low coefficient of friction but a load bearing capacity in 
excess of 1500 psi of the maximum unit load exerted by 
the piston rings (= 2000 psi). 

Both the plasma spraying steps and the subsequent 
honing steps as will be described, should both be carried 

20 out preferentially with the use of dual or triple banks of 
guns 54 held on one single fixture controlled by a single 
or feedback controlled automatic robot device. For ex- 
ample, the plasma spraying may have a series of two 
guns adapted to be inserted in the first and third bores 

25 of a single bank of four open cylinder bores which, when 
withdrawn and indexed over, can then be injected to 
spray the second and fourth bores, thereby increasing 
productivity. This arrangement also facilitates the inser- 
tion of high pressure cooling air jets in the cylinders that 

30 have been but are not being coated, the heat of coating 
is rapidly dissipated and bore thermal distortion is avoid- 
ed. This additional air also acts as additional carrier of 
the overspray to the dust collection system for recycling 
the collected powder. Similarly, the honing tools may be 

35 carried on a fixture so that a series of stepped honing 
grits may be applied by indexing over the supporting tool 
fixture to operate sequentially on each bore. Honing is 
the final step of the process and preferably involves pla- 
teau honing, that is, the coated surface is first subjected 

40 to a grit of 90/100 to remove approximately 50 microns 
of the coated surface, secondly, it is subjected to a grit 
of 300/400 where an additional 10/25 microns of thick- 
ness is removed and finally a 600 grit honing tool Is ap- 
plied to provide a smooth surface with very little removal 

45 of the coating. Each of these grit sizes or honing tools 
can be carried on a separate shaft connected to a com- 
mon fixture so that they may be coordinately indexed 
over to carry out the sequence of plateau honing on 
each of the bores. The result is an extremely accurately 

50 finished coating surface which can be designed to be in 
much closer proximity to the operating piston therein 
while offering highly reduced friction and allowing for 
thermal conductivity so that the compression ratio of the 
engine combustion process can be maintained at higher 

55 .'levels. Particularly noteworthy is that the "honing" tool 
follows the surface contour 

When the bores are perfectly centred and the coat- 
ing is uniformly applied on the entire bore surface and 
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the heat is properly managed to prevent bore distortion, 
the maximum variation is ±1 5 microns, no premachining 
of the coated bores is needed. Honing is carried out di- 4. 
rectly after coating, achieving minimum material appli- 
cation and removal to clean up. This results in significant 5 
cost savings. In case of off centre bores or non-precision 
centred bores, a microsizing machining operation is car- 
ried out prior to honing * Various tests have been carried 5. 
out to compare the effect ofthe anti-friction coating ap- 
plied in accordance with the method of this invention, to 
The engine torque was measured first at 1500 rpm for 
a test engine containing coated cylinder bores embod- 
ying this invention and also at 750 rpm. The level of drive 
torque for an uncoated or current production type of cyl- 
inder bore wail surface of cast iron is shown to be con- 
siderably higher than that for the other coated surfaces 
each illustrating the difference resulting from different 
chemistry of the coating. For example, iron-iron oxide is 
shown also, a mixture of hardenable steel and solid lu- 
bricants, and thirdly, metal encapsulated solid lubricant 
particles. 

Similarly, a comparison of the fuel consumption for 
cylinder bores that are uncoated verses those that are 
coated was made. It is quite apparent that reduction in 
friction of the coated bores according to this invention 25 
along with their ability to maintain proper thermal con- 
ductivity achieves much greater fuel economy. 
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spraying. 

A method as claimed In claim 1 . In which the cen- 
tring of step (d) achieves less than 15 microns var- 
iation of the surface from top to bottom of the cylin- 
der of the coated surface. 

A method as claimed in claim 1 , in which step (b) is 
carried out by one of (i) grit blasting followed by high 
pressure oil-free air blasting; (11) grit blasting in com- 
bination with rough machining prior to plasma coat- 
ing; and (iii) plasma etching utilising freon or other 
halogenated hydrocarbons. 

A method as claimed in claim 1 , in which step (b) is 
carried out by washing and degreasing, followed by 
exposing fresh metal from the cylinder bore surface. 

A method as claimed in claim 6, in which said ex- 
posure of fresh metal is carried out by one of grit 
(shot) blasting, electric discharge erosion, and me- 
chanical machining of serrations. 

A method as claimed in claim 1 , in which step (e) is 
carried out in plateau steps, the steps respectively 
utilising generally 80 grit, 100 grit, 300 grit and/or 
400 grit, and 600 grits in said plateaus. 



9. 

Claims 30 

1. A method of making an engine block with coated 
cylinder bore walls, comprising: 

10. 

(a) casting an engine block (10) of aluminum 3S 
alloy; 

(b) removing contaminants from the cast cylin- 
der walls (11) to provide an annular cleansed 
fresh-metal surface; 

(c) depositing a plasma sprayed coating (12) 40 
onto said annular cleansed surfaces with a 
powder mixture containing solid lubricant parti- 1 1 . 

cles; 

(d) centring said coatings with respect to the 
true axis (1 4) of said cylinder bore wall (11 ); and "ts 

(e) honing said centred coatings to final finish. 12. 

2. A method as claimed in claim 1 , in which step (c) is 
carried out to provide a coating in the thickness 
range of 300-750 microns and wherein step (e) is so 
carried out by rough machining each of said coat- 13. 
ings to concentricity about said true axis. 

3. A method as claimed in claim 1 , in which step (c) is 
carried out to provide a coating thickness in the ss 
range of 110-350 microns, and step (d) is carried 

out by rough machining said cylinder bore walls to 14. 
concentricity about said true axis prior to plasma 



A method as claimed in claim 8, in which said pla- 
teau honing (i.e. the 600 grit honing operation) re- 
moves no greater than 25-30 microns of the coat- 
ing. 

A method as claimed in claim 1 , in which said pow- 
der mixture comprises solid lubricants selected 
from the group of ferrous oxides, nickel encapsulat- 
ing boron nitride, stainless steel mixed with metal 
encapsulated boron nitride, graphite or molydisul- 
phide, calcium fluoride, lithium fluoride and/or cal- 
cium fluoride, lithium fluoride eutectic composition. 

A method as claimed in claim 1 , in which an appa- 
ratus for carrying out steps (b) and (c) are integrated 
into a single tool head. 

A method as claimed in claim 11 , in which said in- 
tegrated tool head is effective to plasma etch the 
surface to expose fresh metal prior to plasma spray- 
ing. 

A method as claimed in claim 1 , in which said plas- 
ma spraying is carried out at a rate of about 5 to 20 
pounds per hour with a deposition efficiency of 
90-92% to produce a coating density of 85-96% with 
controlled porosity. 

A method as claimed in claim 1 . in which said plas- 
ma spraying is carried out to reclaim and/or recircu- 
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late the oversprayed powder material back to the 
spraying operation and the nontargeted surface ar- 
eas are masked by use of a viscus printer's ink or 
a high temperature elastomer (such as Dow Com- 
ing's high temperature silicon sponge rubber). 5 

15. A method as claimed in claim 1. in which said plas- 
ma spraying is carried out to impart dual layers, the 
first being a bond coating of nickel aluminide or 434 
SS or 420 SS or 80/20 NiCr with 4 to 1 0% aluminum > o 
composite and then a finish anti-friction coating 
over said bond coating. 
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